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DSE _OF MAGEETIC SLABS FOUR ERACING PARTS
ERING FIEISHRD ON. A MILLIHG. MAOEINE

M, I. 8halygin

Until now, in the USER and abroad magnetic slabs for bracilng perts being
finished wers used on pdlishing machines and, in rare ceses, on twrring luthes
and plirars. They were not, however, used for this purpose on milling macliines.

The usual objJections egainst them had been as follows:

1. The strength of the megnstic field wae not aufficient to hold the parts
during‘nilling..

2. Yo wagnetic field would alfect tks miller, spindle, and other parts of
the machine.

% A ¢hip might bs a2itractsd to ths cutting sfgs and comasgusntliy ths tool
would not cut .stal.

The author ¢f this article has proved tha: these objectisre are grovndless.
After introducing hie suggrstion in an assembly machine shop engaged in un’t pro-
duction of iaternal combustion engines, the author made uee of a magnstic alab
alrsady in the shop, 1,500 x 450 millimeters in size, and an 3dle sarface grind-
ing machine, placing it on the table of a Zbroy8xo vertical milling machine.

Yor ths direct current aupplied to the magnetic slab, the author used a
shop generator of 380 volte AC and & 125-volt dynemo., To the slab faces, cut-
ting ed_eoq about 50 millimeters high were attached with iron strips.

Perforations were cut in the cutting edge as outlets for the cooling liquids.

For a einmpler mothod of holding the fine parts on the clean slad, longtbwice
and crosevise strips must be set up. These strips are not needed for large perts.

- l - _-.—:‘nr'\l ,A.
. IR L
CLASSIFICATION CONFIDERTIAL
STATE NAVY Y] nseo DISTRIBUTION [
ARMY AR ¢ FBI l ] i l l

Sanitized Copy Approved for Release 2011/09/13 : CIA-RDP80-00809A000600260391-9




¥

Sanitized Copy Approved for Release 2011/09/13 : CIA-RDP80-00809A000600260391-

B : '. %@;@Qgﬂ““‘ ] 50X1-HUM

"~ Yhe number of parta which can be Tinished simultansously depends on the
thickness of the slab. Thenkifference between the rize of semifiniuhed parts
of parté vhick have had e preliminary finish should not sxceed £ 0.5 miilimeters
for fine parts and £ 1 millimeter for largs perts. A greater difference produses
Jezki at the beginning of milling end displaces the parts on the slab, If sinul-
tanaous Tlnishing 1s absclutely necessary, long semifinished parta should be
grouped &t the edges of the slal and fine ones in the middle,

" " In conducting his first experiments, the autnor used & miller 130 milli-
neteré in diemester to rill the parts with a cutting velocity of 49 meters per
ninute at the b~gimning ané end of milling.

At preesent, for an average range of parts, the cutting velocity hes been
incressed to 113 meters per minute and the work ls done by an assexmbly millex
300 millimetsrs in diemeter. The dslivery per minute is 12 millimeters per
minute for the starting sund finishing reng. zad 18 millimsters per minute for
the middie range.

Buch an obviously lov cutting scasduls must be explained by the abesnce of
tool economy in the plant mentioned and the necessity for increesin~ the fur-
ability of tbe miller to the detriment of production of {inishiag work.

When the work is finished, the slab must be carefully cleansd of chips end
the 1iquid muet bes cooled. It is advissbls that the ssmifinished perts should
be clean; that is, it should de without skinm, casting sarih; etc.

After otacking up the parts and connecting the magnetic sleb, it ie recom-
mended to press the parts being finished to the slab surface by & tap of a non-
ferrove hemmer.

In the author'ec opinion, the experimente onducted demonstrate the posoi-
bility of introducing megnatic elaba tc hrace parte vhich are to be milled.

It eeoms opportune to dring up ths question of manufacturing magnetic slabs
and plates for hracing parts eupplying them for willing mechines on the same
basie ae other ordinary accessoriec.

[Om photograph and one schematic diegram of the machine are omitted but
are available in the original Aocument in CIAJ
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